& ОК Ог er ID 83625 ходао БХ Page 1 
April-20-12. 2:28:47 РМ ` п 
D3391-023 Accept #М9Я000401 ПО“ Setup Start *N G1 * 
| Mid Tube Assembly Stop * NSo* 
Date: 20/04/2012 Start Qty: 1.00 *4* Cust Item ГО: | 
tequired:Date: 04/05/2012 Req'd Qty: 1.00 *4* Customer: 
“Reference: За 
| 77 "и 257 у 7 | Run Start д * 
.pprovals: Process Plan: MES E Date: J2/f Y РА) Tooling: LLL Date: ol N R 1 
um | . Sto 
; QC: 7 MEN Date: Ро РС (Y/N): u Date: | NEN P ым тарды 
ES *Sequence ID/ И ще Operation m Set Up/ < ToolID Tool# Plan Accept Reject Reject | r зі EN ы 
i Work Center ID- Description . Run Hours Code’ Qty Qty Number „Фиат 
i; |Draw Nbr Revision Nbr | , ^ 
| D3391 I | 
100 : 0.00 Пи * 
#4 no* Skidtubes 
Skidtubes | Memo 0.00 — 
E bés а 1-Си tube to finish length as per Dwg 03391 
- í 2-Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd 
> saddle hole on one side only as per Dwg D3391 
' 3-Open saddles and GHW holes to 00.37$":exept/for fwd saddle hole of detail 
"ј" < 47% ` . . 
4-Remove .030" from Fwd-indexing Ridge as per Dwg 03391. В 
5-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 
6-Debur . | | ж. эш 
7-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with А . 
paint marker, 170 
. ***DO NOT DRILL HOLES #3-19-20 FROM FWD END ОР Ла Жән! 
я | 


8-Open wearplate holes of D3391-023 assembly detail section G-G to 00.250" 
(10 holes) as per Dwg 03391 


9-Open wearplate holes of D3391-023 assembly detail Section H-H to 
00.297" (20 holes) as per Dwg D3391 | 
###00 МОТ OPEN 2 MOST FWD WEARPLATE HOLES*** 


* 


| Dart Aerospace Ltd- 
WORK ORDER CHANGES 


| КИ ЊЕ Approval ‘ 
DATE | STEP PROCEDURE CHANGE | |By| oae | ary Chiet Eng / — 
d spector 


Part Мо: DANT 22 PAR #: Fault Category: 
Resolution: SUAN? | Disposition: | 


DATE STEP Description of NC 
Section A 


mark dn ranor 
ud eher. n Ase 5 
KEMOVED „лута. ёр” Ср? тм 


Corrective Action | Section B E: егін с ation Approval 4 
Initial Action Description Sign & реонот С 
Chief Eng Chief Eng Date 


SCRAP gasen ow DS: | | 
FEEDBACK that PEER IS | 


PRONE то CRACKING 
NOTE: Date & initial all entries 


S\Quality Assurance\approved QANCRWO RevE 


ы 4 | 
a 14- Locating from two fwd wearplate holes in D3391-023 drill remaining 6 | 
- wearplte holes in D3391-021 using 078937 


У 


15- Ореп 12 wearplate holes in D3391-021 to 0.297" dia. 


16-Deburr and blow out all chips from inside tube, scribe batch #i in D3391-023 


at aft end. 
` Фа 
10. ve . ОС5- Inspect part сотрїефпевз to step on W/O 0.00 
*110* i 
QC 0.00 


Memo . 
Quality Control у 


Work Order D 83625 | “даб? R* Page 2 
Apr пей 12 m 47 РМ. 
Нет ID: D3391-023 Accept *Nonnnan 1 nn* Setup Start *N с 1 * 
Revision ID: Е 
Item Name: | Mid Tube Assembly Stop ж N с 2 * 
Start Date: | 20/04/2012 Start Qty: 1.00 *1%* Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: а 
a ` і LEM RES МЫ NOT a асли ыда ала VW pA RM M CMM KR sd И ре ак Run Start з * 
Approvals: Process Plan:  — |. Рае: — | | Tooling: TS Date PALM N R 1 
| Sto г 
А QC: |. Date SPC YN: и Date EN г Ж М р 2 * 
тх hers, ұлы Жел: а 27 е5, ex А, РА. рио а С за cd ~ ^ 2 4 
Sequence ПУ" Operation Set ор Tool ID Tool# Plan Accept- Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty ^ Qty "Number. Stamp | 
10-Ореп .375" holes to .438" ***do not open fwd saddle holes*** >. 75 AO аат, ве у 
11-Locate 03391 -021 in D3391-023 at 9.00" (see view z-z) 3 ЕТ 
12- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all ad 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" “ 
= dia hole, using t-pins and Clicos to ensure? perfect allingment, open up previusly 
tranfer en holes in D3391 -023/- 021 to 0438 dia. in D3391-021 | 
13- Using DT8217, locating from two ori drilled holes, drill remaining | Х У у 
wearplate holes into D3391-021. і /2 26 A 2) 
= 2. a 


> з 
пс з фо ЕЦ о а 2 SR pem 


Dart rox Ltd, | 


WORK ORDER CHANGES 


| | Approval 
i: га Prod Mgr nspector 


| 
1 
| 


Part No: | PAR #: Fault Category: NCR: Yes Мо ПОЛ: Date: 
Resolution: Disposition: QA: N/C Ciosed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


СопесПмегленог зо опе Ше ЕСІ Е 


МЕ | of NC 
Ба Wi. | A Initial Action Description Sign & Ше C Chief E ac Е ‘ 
Chief Eng Chief Eng Date 


NOTE: Date & initial alt entries | 


" HMFORMS\Quality Assurance\approved QA\NCRWO RevE 


P 


April-20-12 2:28:47 PM 


Item ID: D3391-023 


"83625" 


(ОХ 


Setup Start 


Accept * 
а | №90004010 
Revision ID: 
Item Name: Mid Tube Assembly 
Start Date: 20/04/2012 Start Qty: 1.00 ЯҒ Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Approvals: Process Plan: __ Date __ Tooling: PAS Date 
ОС ааа Date SPC (Y/N): Date: | — _ 
Sequence ID/ Operation m ЕЕ Up/ ToolID Тооі# Plan 
Work Center ID Description Run Hours Code 
120 Chemical Conversion Coat per 051005 4.1 0.00 
*1 ОГ\* 
HandFinish Memo 0.00 
Hand Finishing 
130 і QC7-Inspect Chemical Conversion Coat 0.00 
х4 ЗО“ 
QC Meng 0.00 


Quality Control 


"P *NS2* 
Run Start *N р 4 * 
Stop 
*NR2* 
С Accept | Reject Reject Insp. 
Qty Qty Number Stamp 


| 46 1265 


880 фора, 


Dart ко, Ltd 
WORK ORDER CHANGES 


Approval 
Ба STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes Мо РОА: Date: 


up Disposition: QA: N/C Closed: Date: 


"eM Corrective Action Section B 
Description of NC — - — Verification E Approval 
Chief Eng Сте! Eng Date 


NOTE: Date & initial all entries 


HXFORMSQuality Assurance\approved QANCRWO RevE 


О 


, Work Order ID 83625 
April-20-12 2:28:47 РМ ~ 


D3391-023 


ХКІОПООДОЛОГХ | se» зал рус ж 


Stop *NQG2* 


= LE MG | Run Start 


рак: *NR1* 


Stop 


Date: —— “м R 927 


Tool ID ‘Tool# Plan Accept Reject Reject Insp. 
Code Qty Qty Number Stamp 


2 AE ја + Db 


Item ID: 
Revision ID: 
Item Name: Mid Tube Assembly 
Start Date: 20/04/2012 Start Qty: 1.00 ы Ы Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 #4 * Customer: 
Reference: 
Approvals: Process Plan: EN Date: Tooling: 
QC:. Date: SPC (Y/N): 
Sequence Ф/ | | Operation 0 Set Up/ 
Work Center ID Description Run Hours 
140 0.00 
* 4 A n* Skidtubes 
Skidtubes Memo 0.00 
Skidtubes 1-Ореп float bag holes as per dwg 
2-C'sink float bag holes as per dwg 
3- Prepare tube for welding 
4-Bond web in place as per Dwg D3391 & QSI 015. 
Adhere for 12 hours) 
AJR Sikaflex exp: 12-4-1 
batch: > 
NOTE:ENSURE WEB IS INSERTED IN AFT END OF TUBE 
150 QC5- Inspect part completeness to step on W/O 0.00 
*4AN* 
Qc Memo 0.00 


Quality Control 


И А 


Dart Aerospace Ltd 
WORK ORDER CHANGES | 


| roval | 
DATE | STEP pis Approval 
nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


e Corrective Action Section B S S 
Description of NC — - = - Verification | Approval | Approval 
i Chief Eng Chief Eng Date 


NOTE: Date & initial ail entries 


H:WFORMS\Quality Assurance\approved QANCRWO RevE 


Work Order ID 83625 · 
April-20-12 2:28:47 PM 


4 


ца РОЛИ жур. Зее -— = 


Item ID: . | D3391-023 BEN Accept | «Мобаба ПО“ E 


Revision ID: 


Item Name: Mid Tube Assembly Stop Ж N S 2 * 
Start Date: 20/04/2012 Start Qty: 1.00 ZAX Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
xac ML EE DERE TEM DIE DE қасып аланы алыл аа Run Start ж * 
Approvals: Process Plan: Рас | | | | | | | Tooling: 22222222222. Date: mE N р 1 
Sto 

ОС:____________ рабе SPC (YIN): жалады Date о. Р ож NR^o* 
Sequence ID/ Operation ‘Set Up/ Тор Tool# Plan | Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 | 0.00 | 
* 1 ДГ\* Skidtubes / 2“ ze, d 
Skidtubes Memo 0.00 Г 
Skidtubes 1-Weld crossbolt spacer as рег dwg D3391 & QSI 004 AK m А20 


2-grind weld flush 


170 QC10- Inspect visual per QS1004- ground welds 0.00 
*170* S1 n 7f | | 
ос Мето 0.00 

і Quality Control 
180 QC5- Inspect part completeness to step on W/O 0.00 
*18n* con bale OR 
QC Memo 0.00 


Quality Control 


е СК с; е, БЕ са пз ьо 
à + + 


Dart пио па 


WORK ORDER CHANGES 


Approval 
PROCEDURE CHANGE " Chief Eng / прека 
Prod Маг nspector 


Part No: | PAR 4: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


погодите Acton - 1580100 i - Verification Approval | Approval 
ЕЕ Action Description Sign & Section C Chief Eng | QC Inspector 
Chief ЕЕ Chief Eng Date : 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


5 Work Order I ID 
April- 20-2. 2:28:47 PM 


83625 


D3391 -023 


"Пет ID: — ж Setup Start Ж 4 Ж 
немаат : *маппплп1 an* NS 1 
Item Name: Mid Tube Assembly Stop * N Q 2 * 
Start Date: 20/04/2012 Start Qty: 1.00 FAR ‘Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 #4 * Customer: 
Reference: ; 
| топ en ee оз ee ња Run Start д ж 
Approvals: Process Plan: _____ Date Tooling: _ Паје =: М R 1 
E Sto 
QC: Date SPC (Y/N): n Date: P x N R 2 * 
Sequence ID/ Operation EN Е Up/ ToolID | Тосій Plan Accept Reject | Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
185 Pressure Wash per О51005 4.3 0.00 
* * | | «9 
185 Ux { 3 ale] 63 
HandFinish emo 0.00 
Hand Finishing ps REALODINE AS PER РАКО9-043 
190 White SR З рег 051005 4.3-Alum 0.00 ж 
*190* КӨЛ aha 
Powdercoat Memo 10 y 20 0. Зе Чи h J Ру Qf 
Powder Coating START TIME: 14 
OVEN TEMPERATURE: _ 8 ( ) à | 
FINISH TIME: 


av are tl 


200 


*ONN* 
QC 


Quality Control 


QC3- Inspect Part Finish 


Memo 


10752 


0.00 


0.00 


Dart Aerospace Ltd 


| WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 
: Prod Mgr 


Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ПОЛ: Date: 
Resolution: | Disposition: QA: N/C Closed: Date: 


Ей WL 4 of NC Corrective econ’ Section B Lb 


WL 4 A ас E 


H:\fFFORMS\Quality Assurance\approved QANCRWO RevE 


А 


Work Order ID 83625 


*83625* 
Accept *Nonnnan1nn* 


D3391-023 


Set 


up Start 


Item ID: * N Q 4 * 
Revision ID: и 
Item Name: Mid Tube Assembly Stop * N с 2 * 
а 
Start Date: 20/04/2012 Start Qty: 1.00 ЖД Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 *1 * Customer: 
Reference: 
7 Па D о 7 EOS „хоста Run Start ж * 
Approvals: Process Plan: ____ 2 Расе: _ Tooling: _________ Date г N R 1 
Sto 
ос: | |. Date: SPC (Y/N): Пак: — — < — < Р ж N R 2 * 
Sequence ID/ Operation | бе Up/ С Тор  Tool£ Plan | _ Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp PTG zy 
210 0.00 
*o4(0* Skidtubes d AL | ( 
E ли 
Skidtubes Memo 0.00 Ах A OD 
Skidtubes v 1- insert D3391-021 into D3391-23 
7 2- insert T-pins into first and third fwd saddle holes 
PAZ ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 
per DSI 9364 
A remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
pins and clekos 
A 5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
DT9415 | 
г : ; | 
6- deburr, re-alodine and blow out chips | 
„7 7- press fit 03591-1 spacers using DT9416 starting from 0.500" side | 
и 
220 QCS- Inspect part completeness to step on W/O 0.00 
*290* См“ 
QC Memo 0.00 | 
Quality Control | 
| 
| 


Dart о Ltd 


WORK ORDER CHANGES 


E EI E 


EM Серво CV) 02531-/$8 $3234 QU ele dor o 


iImphooenr C ( 


Resolution: Disposition: QA: N/C Ciosed: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE: ни Description of NC Corrective Action- Section B 


Section A А iti ты С 


NOTE: Date & initial ail entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


Approval 
yo Еп / 


Date: 
Date: 


ты > 


Chief 251 


Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ПОЛ: 


ОО 
QC ОО 


^ 


Work Order ID 83625 
April-20-12 2:28:47 РМ — 


"83 


Item ID: D3391-023 Accept 


БОБ“ 


* * ; 

$i №900040100* Sep sart *NG4* 
Revision ID: : 
Item Name: Mid Tube Assembly Stop * N с 2 ж 
Start Date: 20/04/2012 Start Qty: 1.00 ыы Бы Cust Item ID: 
Required Date: 04/05/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Е DEDIMUS 7 ааа Run Start *МР 1 * 
Approvals: Process Plan: (0 Date Tooling: PU . Date: 

Sto 
ос 7. г 0 Date: SPC (Y/N): Date: P КІ R ож 
Sequence ID/ Operation Set Up/ "ТосіїЇ) Тоо# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 0.00 
* * HandFinishing 
23n де. é U al osfo е 

HandFinish Memo 0.00 
Hand Finishing stall Inserts as per Dwg 
240 ОС5- Inspect part completeness to step on W/O 0.00 
*2A0* 
QC Memo 0.00 ^ (оз speci. Е 
Quality Control 
250 Identify as per dwg & Stock Location: į ој ) 0.00 O 4! 7 | Hef ?- 045 / 365 22 2 : 
«око TTE 
Packaging Memo 0.00 7 X 4 № и Lost. О : 


Packaging 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE 


- Work Order ID 83625 
April-20-12 2:28:47 PM 


#83625 


Item ID: D3391-023 


Revision ID: 


Accent *м9000401 


Item Name: Mid Tube Assembly 


Start Date: 20/04/2012 Start Qty: 1.00 => Cust Item ID: 

Required Date: 04/05/2012 Req'd Qty: 1.00 *4 * Customer: 

Reference: 

Approvals: Process Plan: ЈЕ Date: Tooling: Date: — — 
(CT агне Hen e us mentem Рае: | || Ss SPC (Y/N): 0: Date: | _— 

Sequence ID/ Operation Set Up/ mn ToolID || Тоо# Plan 

Work Center ID Description Run Hours Code 

260 QC21- Final Inspection - Work Order Release 0.00 

*2R(* 

QC Memo 0.00 


Quality Control 


по“ 


Раге 9 


Setup Start 


*NS1* 


sop *NS2* 
Run Start ЫМ [51 * 
Stop 
*NR2* 
С Accept | Reject Reject Insp. 
Qty Qty Number Stamp 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
co Disposition: QA: N/C Closed: Date: 


Corrective Action Section B NET 
Description of NC - ы: Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancevapproved QANCRWO RevE 


3 


Picklist Print Page І 
° April-20-12 2:28:52 PM 
Work Order ID: 83625 *02 2 БЕ 
Parent Item: 03391-023 #Г)23901 -02 Q* 
Parent Item Name: Mid Tube Assembly Start Date: 20/04/2012 Required Date: 04/05/2012 
Start Qty: 1.00 Required Qty: 1.00 

Comments: IPP A05.10.20New Issue КЈЕС 

ІРР В06.02.10ЕСМ773 dwg rev.D ЕС 

IPPC 07.03.20 .revF dwg EC 

IPPD 07.03.28  re-format EC 

IPPE 07.10.31 ecn 1053P EC 

IPP Rev:F ЕСМ 1056 07-11-13 DD verified by: EC 

IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified Бу ЕС 

IPP Rev:H 08-09-10 revH as perdwg DD verified by:EC 

IPP Rev: І 08-11-13 Removed steps per w/o, ОС KJ verified by: ec | ІРР 

Rev:J add in seq 140 expire date &b# sikaflex DD 10.02.17 verified by:EC 
Component Item ID/ Replacement Mfg/ Bin Primary Last ^ Route Unitof | Qtyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2500-1-100 Manufactured | No 100 Each 29.0000 1 


1 Е | | 
*D2500-1-100* * Qe affe 


Skidtube Extrusion 


Location Loc Qty Loc Code 
HALL 29 (ГУ 
50251 


29 

D3391-021 Manufactured No 100 Each 0.0000 1 1 
* * ** А | 
“Па 381 -02 1 255862 ГИУ ма 2 ера | | 
D3389-1 Manufactured No 140 Each 2.0000 1 1 
*Г)3389-1* | ** Ф СЕ [24526 Е 
Web D3334€ | 

Location Loc Oty Loc Code | 


LG 
82220 2 


Dart sealed int Ltd | | | і 
pp WORK ORDER CHANGES 


Approval 


Сте! Eng / Approval 


QC Inspector 


Part No: _ PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


БИ ШЕ: uu of NC Corrective Action Section B 


ОУ E a 
ШЕ: uu A Initial Action Description Sign & ОУ С Chief Л QC a 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


. Picklist Print: 


| Расе 2 
Я April-20-12 2:28:52 PM 
Work Order ID: 83625 — | хаоадбок“ | m mE 
Parent Item: D3391-023 | *7)3304 -023% 
Parent Item Мате: | Mid Tube Assembly Start Date: 20/04/2012 Required Date: 04/05/2012 
Start Qty: 1.00 Required Qty: 1.00 
D3681-1 Manufactured | No 160 Each 46.0000 5 5 


|. *Da881-1* ко #646607 
| nm Location Loc Qt Loc Code A ВИ 5 


| Е LG 36 
| 80361 36 
10001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 
03591-1 Manufactured No 210 - Each 24.0000 2 2 
* * kk | 
N3591-1 JM... vlosloy 
Bushing 
Location Loc Oty Loc Code 
FP 23 | 
80377 21 | 
82027 2 і 
51055 | 282254 X2 xo] 
57350 1 4 
| 
| 
April-20-12 2:28:52 PM Shop Packet Print | Page 2 | 


Dart | Aerospace Ltd 
Pom eus WORK ORDER CHANGES 


Approval 


Chief Eng / Approval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action | _Section В Missa 
Description of NC Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


' H:\fFORMS\Quality Assurance\approved QANCRW O RevE 


Picklist Print 
° April-20-12 2:28:52 РМ 


Work Order ID: 83625 
D3391-023 


Mid Tube Assembly 


Parent Нет: 


Parent [tem Name: 


ALS4-1032-130 


«ДІ SA-1032-130* 


Insert 


Purchased 


жЖа3625“ 


*[)3391-0223* 


— 


Each 


No 230 
Location Loc Qty 
ST280 205 
119084 116 
120671 89 
ST281 1872 
120807 36 
120837 1836 
ST282 3000 
121269 3000 


Start Date: 20/04/2012 
Start Qty: 1.00 


5,077.000 20 


Required Date: 04/05/2012 
Required Qty: 1.00 


жж E Й Sale o tod 


Loc Code 


April-20-12 2:28:52 PM 


Shop Packet Print 


Page 3 


Dart пио Ltd 


Approval 
Chief Eng / Approval 


Prod Mar QC inspector 


Part No: | PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Же | BEL даи. ‘Section B 
Description of NC — i-a Approval 
Chief Eng Chief MEL NC Date 


NOTE: Date & initial all entries 


| HMFORMS Quality Assurance\approved QANCRWO RevE 


te 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


FWD TUBE ASSEMBLY 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 
MID TUBE ASSEMBLY 


TRANSFER DRILL THRU 


D3381-011 OPEN TO 


20438200 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


D3391-015 
WEARSHOES 


== = == Е: 


04095-051 
WEARSHOE 
REF 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
4PL 


D4095-041 
WEARSHOE 


A 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


B | 
QTY [PARTNUMBER | DESCRIPTION 
-041 
L X D3391-041 FLOAT SKIDTUBE ASSEMBLY 
гот D3391-01t FWD TUBE ASSEMBLY 
тті 03391-013 МО ТОВЕ ASSEMBLY 
1 03391-015 AFT TUBE ASSEMBLY 1 
772 03591-1 BUSHING 
i4 03672-3 WASHER 
пан 04095-041 WEARSHOE 
1 D4095-043 WEARSHOE 
1 (4095-045 WEARSHOE 
1 D4095-047 WEARPAD 
1 04095-049 WEARPAD 
/N 1 D4095-051 WEARSHOE 
A AN3CAA BOLT 
ANSCEA BOLT 
MS27039C4-12 SCREW 


AN950C416L WASHER 


m ——- т баз 3 
AN3C6A BOLT 
D4095-045 AN3C4A BOLT (1) VA 
WEARSHOE АМ960С101. WASHER (1) AN960C10L WASHER 
20PL 6PL 


TRANSFER DRILL THRU 
D3391-011 OPEN ТО 20.499 
AND INSTALL D3591-1 BUSHING 


4 PL 


A 


SHOP COPY D3391-041 ASSEMBLY 


RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 

SUBJECT TO AMENDMENT ELEAS E) 
WITHOUT NOTICE но, № 

WORK,ORDER 4 ZA ead Н-267. 

NO. 
GENERAL NOTES ШИ 04/20 


1) FINISH: CHEMICAL CONVERSION COAT PER DART 051005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART 051005 4.3 


2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


A 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND 02572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 90.50 HOLES FROM SADDLE TO D4095-043 


ИМ 4Р0 


D4095-043 
WEARSHOE 


4PL 


AN3C7A BOLT 
AN960C10L WASHER 


AFT TUBE ASSEMBLY 


anus SN 04095-047 
WEARPAD 
REF | > 
D4095-049 
AN3C6A BOLT WEARPAD 
AN980C10L WASHER REF 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN A6-4, 

П ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, 
ZN 86-4, B2-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
ZN D2-4, ZN D7-8, ZN D3-8 


ХОЕ 11.10.13 


DRAWING UPDATED TO CURRENT STANDARDS. 

ЕНТ 1 PL ADDED 03591-1 BUSHING. ZN Сб 90.438 DIM 

WAS 4 PL. ADDED (20.499 DIM AND D3591-1 BUSHING, 
SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 0.499 DIM AND 03591-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


AJS 08.08.20 


REPLACE NAS INSERTS МИ AELS INSERTS 
G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 


oc 07.07.31 


FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
F REMOVE FWD SAQDLE HOLE -011/-021 


CHANGE TOLERANCE, EASE MANUFACTURE 
UPDATE TOLERANCE, CHANGE HOLE SIZE 


PH 07.01.18 


06.04.25 
PH | 06.0123 | 


E 
D 
с LENGTHEN AFT EXTENSION 
B 
^ 


PH | 05.09.27 
DRAWING UPDATES ен | 05.06.10 
NEW ISSUE 
REV. DESCRIPTION 


резом | ен DART AEROSPACE USA, INC 


KENT, WA 


DRAWING NO. 
D3391 
TITLE 

412 FLOAT SKIDTUBE 


TERT за 
N 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

THE QOCUMENT IS PRIVATE AND CONFIDENTIAL AND 19 SUPPLIED ON THE EXPRESS CONDITION THAT (T IS 

НОТ TO ВЕ USEO FOR ANY PURPOSE OR COPIED OR COMWUMCATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM САЙТ AEROSPACE USA, INC. 


REV. ! 
SHEET 1 OF 8 


Dart Aerospace Ltd 


wo: | WORK ORDER CHANGES 


Approval 
DATE |STEP PROCEDURE CHANGE Chief Eng / approval 
Prod Mar nspector 


Part No: _ PAR #: Fault Category: NCR: Yes No РОА: Па: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


E 220 of NC E Е Е 
DATE E 220 A Action Description E С Chief Е QC Е 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

D3391-021 

FWD TUBE ASSEMBLY 


TRANSFER DRILL THRU 


D3391-021 OPEN TO 


(20.438 5000 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-023 
MID TUBE ASSEMBLY 


D4095-051 
WEARSHOE 
REF 


А 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


QTY | PARTNUMBER DESCRIPTION 1) 
443 | | 
X 103391043 FLOAT SKIDTUBE ASSEMBLY 12 
i і 
і 
Е 1 169391-021 FWO TUBE ASSEMBLY 
17 1 D3391:023 MID TUBE ASSEMBLY 3) 
1 ...| D3391-025 AFT TUBE ASSEMBLY | 4) 
| E 1 5) 
2 1035917 BUSHING 
1 1 D4095-041 WEARSHOE E 
1-71 D4095-043 WEARSHOE 
1 B4095-045 WEARSHOE 6) 
А 1 | D4085-047 
1 р4095-049 
~a D4095-051 WEARSHOE ] 7) 
[ | 
24 __|АМЗСЗА 
10 __|АМЗСВА 
4 ___АМЗСТА 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 00.499 
AND INSTALL D3591-1 BUSHING 


ҚОР ue ED WERE cs al 
AN3C4A BOLT 
AN960C10L WASHER D4095-041 
4PL WEARSHOE 
04095-045 АМЗСАА BOLT AN960C10L WASHER 
WEARSHOE AN960C10L WASHER 6PL АМЗСТА BOLT 
20PL 


4PL 
D3391-043 ASSEMBLY 


GENERAL NOTES 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART OSI 005 4.3 /м 

COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 

AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QS! 018 UNLESS, OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

FIT D4095-041 TO SKIDTUBE WITH 02571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


CU D4095-043 
WEARSHOE ИМ 


AN3C6A BOLT 
AN960C10L WASHER 


4PL 


AN960C10L WASHER 


TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 


D3391-025 
AFT TUBE ASSEMBLY 


еве D4095-047 
WEARPAD 


REF 


D4095-049 
WEARPAD 


REF 
AN 


ПЕРЕН 
20 -1t- 04 


DART AEROSPACE USA, INC 


KENT, WA 


FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


TRANSFER DRILL 90.50 HOLES FROM SADDLE TO D4095-043 


DRAWING NO. REV. I 
D3391 SHEET 2 OF 8 
TITLE SCALE 
412 FLOAT SKIDTUBE NTS 


COPYRIGHT Ф 2005 BY DART AEROSPACE USA, INC 
тыз DOCUMENT 15 PRIVATE AND CONFIDENTIAL АКО I$ SUPPLIED ON THE EXPRESS CONDITION THAT T f$ 
NOT TO BE USED FOR ANY PURPOSE ОЯ COPIED OF COMMUNICATED ТО ANY OTHER PERSON YITHCUT 

WANTEN PERS SION FROM CART AEROSPACE USA, INC. 


| 


БЕЛЛ ТЫ Л лы T EE d ie Eae ГГА М e наат ЕЕ 


Description of NC — - --- - Approval 
Chief Eng Chief Eng Date 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


roval 
DATE | STEP PROCEDURE CHANGE ву | Dee |ау App Eng / орргоха! 
Prod Маг nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B Verification | Approval 


NOTE: Date & initial all entries 
H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


~ 304 
DIST TO CENTER OF BEND 


D3391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


SECTION A-A 
SCALE 2X 


23.460 
REF 


SECTION В.В 


"P 


1— 


6.8+0.25 


КЕЕ 


D3391-011/-021 BENDING DETAIL. 
(MAKE FROM D3391-1) 


3.59072 025 


DISTANCE TO 
TANGENT POINT 


03.460 


03.750 


-4 | 0.687700 | 1428250 


SECTION С-С 
SCALE 2X SCALE 2X 


CHECKED 


мео лев. | "Wy |03301 


THLE SCALE 
412 FLOAT SKIDTUBE NTS 


APPROVED 


DE APPR. | = 


|, PH | DART AEROSPACE USA, INC 
д] 


DRAWING МО. | REV. | 
ЗНЕЕТЗ OF 8 


DATE COPYRIGHT © 2005 БҮ DART AEROSPACE USA, INC 
11.10.13 Каса тЫ ЫК сеси 


Dart Aerospace Ltd n 
мо: | | WORK ORDER CHANGES 


Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: | NCR: Yes Мо ДОА: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective аЙ “Section B 
Description of NC Verification ЕУ E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancevapproved QA\NCRWO RevE 


20.000 
5 EQ. SPACES 
4.000 PITCH 


4.000 
2.000 


8.000 


2.79 


DRILL #4 (20.209) 
4PL 


DRILL #4 (10.209) 
4PL 


4.000 
2.000 


DRILL THRU 21/64" (00.328) 


DRILL THRU 21/64" (20.328) 


| 
1 
9 РЕ 20.640 APL 20.540 і 
CSINK 20.438 x 45° C'SINK 20.438 x 45° : 
DRILL 20.297 7.25 DRILL 20.297 7.25 
(BOTH SIDES) 10 PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD P 


SADDLE HOLE, REF) SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL 


3391-021 DRILLING DETAIL 


INSTALL 03670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
c : GRIND FLUSH : PRIOR TO PAINTING с 
PRIOR TO PAINTING 4PL 


INSTALL 


INSTALL | 
DETAIL D AELS-1032-225 DETAIL D AELS-1032-225 | 
AFTER FINISH AFTER FINISH 


10 PL 


10 РЕ 


D4095-051 


4095-051 
WEARSHOE ЛА WEARSHOE A : 
n 5 | 
AN3C4A BOLT - A AN3C4A BOLT . 
B AN960C10L WASHER AN960C10L WASHER B 
03391-011 ASSEMBLY DETAIL | бРЕ 6PL 


D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


03391-0111-021 FWD TUBE ASSEMBLY PARTS LIST 
на ал А окер ДАО LSU 


еа E 


АМЗСАА BOLT » 
D3672-1 WASHER 2011-1-04 = is " 
PART NUMBER Еа AN960C10L WASHER | 
4P 
D3391-011 FWD TUBE ASSEMBLY а 


03391-021 FWD TUBE ASSEMBLY D3401-041 
TOW CAP 


D3401-041 _. TOW CAP 


SPACER 
A D3572-1 WASHER ^ DETAIL О DART AEROSPACE USA, INC 
4095-051 WEARSHOE  . SCALE 2X KENT, WA 
6013-047 FWD TUBE 2 


CHECKED | (XN [DRAWING NO. REV. I 


INSERT 


МЕС. АРРА. | “Ки, |03391 SHEET4 OF 8 
BOLT М 5 

APPROVED TITLE SCALE 
WASHER АМА 1 


412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 


‘THES DOCUMENT го PAVATE АМО CONOENTIN, ANDS SUPPLIED ON THE EXPRESS CONDITION THAT TUS 
НОТ TD ВЕ USED FOR ANY PURPOSE OR СОФИ OR PERSON WTMOUT 


Ето | 
Dart Aerospace Ltd | i 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE | ву | ове [оу Chief Eng / Approval 
Prod Mar nspector 


Part No: | PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Еа өтер De | AE of NC Corrective Action Section B 


lcg ша 
| AE A Initial Action Description Sign & lcg C Chief ша ас 
Chief Eng Chief Eng Date 


| NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Неро vit о жор 2% 


7.000 ; 
5.250 з ; е 
1.750 

Y 


488 REFER ТО 
| DISTANCE ТО. 


DETAIL К 
FWD END OF ^ | 
D3389-1 WEB ; REFER ТО %-- x шшш : = 


T DETAIL J 


Y DISTANCE TO 


END OF WEB 
4.19 
DETAIL E б 8 З REF 
DETAIL К 
SCALE 4X 


X 


DETAIL J DRILL THRU 21/64" (20.328) 
SCALE 4X CSINK 00.438 X 45? (BOTH SIDES) D3391-013 ASSEMBLY DETAIL 


INSTALL WELD INTO PLACE 


D3681-1 SPACER & GRIND FLUSH 


(BOTH ENDS) REMOVE 0.225 


FROM TOP AND BOTTOM 
TO 3.800 


СЕ] (0.7 FROM BOTH ENDS) 


X d 2 0.297 
ре А DRILL Ø 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH 


FROM TOP AND BOTTOM 
ТҮР TO 3.610 
SECTION 6-6 SECTION НН 12 PL SECTION ХХ DRILL 20.297 SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 
| MS27039C1-09 SCREW 
03672-1 WASHER 
4 АМ960С101 WASHER 
» 


AFTER FINISH 
03391.013 MID TUBE ASSEMBLY PARTS LIST Е іі» 


| WASHER 


SECTION М.М BRILI E SECTION LLL 
WASHER : DETAILE SCALE 5X SCALE 5X 
SPACER 


SCALE NONE 
== AELS-1032-130 INSERT 


А1.54-428-165 INSERT 
АМ960С101. WASHER 


AN960C416L WASHER КЕСИ eae eee DART AEROSPACE USA, INC 
7 | MS27039C 1-09 SCREW DRILL 20.391 | x DRAWN у 
|L 4  |MsS27039C4-08 ^ |SCREW INSTALL ALS4-428-165 INSERT | қ расни DRAWING NO. (REV. 1 
MS27039C4-08 SCREW 6 


|МЕС. APPR. _ | F 
D3672-3 WASHER К x FG. APP SHEETS OF 8 
D3391-013 MID TUBE ASSEMBLY. ^ 


Я ANS60C416L WASHER 5 Р SCALE 
1) | MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH 


E 412 FLOAT SKIDTUBE . 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QS! 015 4PL SECTION L-L A COPYRIGHT Ф 2005 BY DART АЕКОЗРАСЕ USA, INC 
3) WELDING: PER DART О51 004 АЕ ЕУ DATE 


SCALE 5X 11.10.13 


-7. Dart ME Lid , | | : 
ја WORK ORDER CHANGES 


Approval 
| DATE | STEP PROCEDURE CHANGE | ву | owe ам Che Emi! Approval 
Prod Mar nspector 


: РАВ . _ Fault Category: NCR: Yes No DQA: Date: 
Resolution: | | __ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
aL GA of NC Verification Ісі E 
БИ aL GA A Initial Action Description Sign & Section C Chief Ісі ас E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


0.00 
0.701208 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


REFER TO 
DETAIL J 


Y 


X 


DETAIL J 
SCALE 4X 


10. 


500 


== 


0.50 | 


DRILL THRU 21/64" (20.328) 


CSINK 00.438 X 45° (BOTH SIDES) 


INSTALL 
D3681-1 SPACER 


ЗЕСТІОМ НН 5р 


D3391-023 MID TUBE ASSEMBLY PARTS LIS 


EXTRUSION 
WEB 


D3391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

' 2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 
3) WELDING: PER DART 051004 


SPL 


3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT 
AFTER FINISH 

TYP 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3.610 


SCALE 5Х SCALE 5X 


QSI 015 


SECTION X-X 


DISTANCE TO 
END OF WEB 
4.19 -— 
REF 


REFER TO 
DETAIL K 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


SECTION ҮҮ 
SCALE 5X 


DESIGN ЕНГЕН 
xb 


CHECKED EES | 


F 
а on | SEE ors 


и. ROC YRIGHT: Ф 2005 BY DART AEROSPACE USA, INC 
RATE АКО COMIN дно 9 SUPPLIED ON DE ца СОТОНА 
КО о OR GOMMUNIGATED TO ANY OTHER PERSON 
WRITTEN PERMISSION FROU DART AEROSPACE USA, сс. 


Dart пио лын па 


Resolution: 


WORK ORDER CHANGES 


Fault Category: 


Disposition: 


NCR: Yes Мо ПОЛ: 


QA: N/C Closed: 


WORK ORDER NON-CONFORMANCE (NCR) 


өтер Description of МС 
Section A 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


ЕСІН 
Chief ЕСІН 


Corrective Action 


Section B 


Approval | approval 
Chief Eng / 
Prod Mar QC Inspector 


Approval 
QC Inspector 


36.435 
TO TAPER 

MACHINE CONSTANT 
TAPER FROM 03.750 
TO 93.200 


DETAIL V 


CHAMFER 
30*X0.060 DEEP 


DRILL #4 (20.209) 


DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL SEALE AX 
«rod (MAKE FROM 06014-090 SKIDTUBE MATERIAL) 
с 1526/5036 
0.200 = L— 0.687729 
| 23.000 23.000 23.000 
3.300 03.500 2 3.300 REF 3.520 REF REF 
69290 p 23.750 N 29700 Ж 93.750 
REF 
іі REF R0.062 В 23.200 
||| SECTION AA-AA SECTION М-М SECTION Р-Р SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


p CEASE 
2011 -11- 04 


esc Гови ГРАНТ AER 
Б 


ша REV. | 
furs. appa ZAN [03391 SHEET? oF 8 


APPROVED | | ДН) [mme SCALE 
= | 412 FLOAT зкотиве NTS 
DATE COPYRIGHT & 2005 BY DART AEROSPACE USA, INC Ба 
11.10.13 Таен ци ме сит ко инат те иара сони па 

i Ee eA. 


OSPACE USA, INC 


KENT, WA 


SCALE 4X 


DETAIL S 
SCALE 4X 


Dart uno Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE ЕТЕ 


Part No: PAR #: Fault Category: NCR: Yes No DQA: 


Resolution: Disposition: QA: N/C Closed: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


R30.022.0 


36.000 
9 EQ. SPACES 
4.000 PITCH 


DRILL THRU 21/64" (20.328) 
14 PL 


DRILL THRU 21/64" (20.328) 


4PL 
DISTANCE BETWEEN HOLE АМО "E PRIE vos ee SINK 20.438 Х 45° эл REF ранее. CSINK 0.438 X 45° 
(BOTH SIDES: DISTANCE BETWEEN BOTH SIDES: 
TANGENT POINT б ) STANCE EEN HOLE AND ( ) 


537 TANGENT POINT 


53.7 


1:015 BENDING AND DRILLING AIL, 


D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 


(SEE CBORE DETAIL BELOW) 

INSTALL D3670-4200 SPACER 3 INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 


(NO CBORE) 


(NO CBORE) 


04095-049 


WEARPAD 4095-047 WEARPAD г р 04095-047 

03391:015 ASSEMBLY AND CBORE DETAIL WEARPAD реа . , | WEARPAD 
Е (SEE TABLE) АМЗСБА BOLT ANGELA BOUT 

AN960C10L WASHER АМЗСЗА BOLT A АМОбОСТИ WASHER АМЗВОСЛОГ WASHER A 
FPL ANSS0CTOL WASHER 4. 4PL 
B 4PL 
3391-015/-025 ДЕТ TUBE ASSEMBLY PARTS 3391-025 ASSEMBLY AND СВОВЕ DETAY 
PARTNUMBER | DESCRIPTION | (SEE ТАБГЕ) 


D3391-015 AFT TUBE ASSEMBLY 
D3391-025 AFT TUBE ASSEMBLY 


SEAL WITH 
18* SIKAFLEX-241/-201 


AFT CAP DRILL 20.391 
[SPACER CBORE 90.516 X 0.040 DEEP 
WASHER INSTALL ALS4-428-165 INSERT 
D4095-049 WEARPAD 4PL 
| D4095-047 WEARPAD 


AFT TUBE 


AN3C4A BOLT 


AELS-1032-130 INSERT 1 7 4 03672-1 WASHER 

AELS-1032-225 INSERT АСТ MASHER 

АГ54-428-165 INSERT SECTION Шу SECTION CC-cc c DETALI 
BOLT SCALE 3X ; “SCALE 3x — FLEAS is SCALE 4X 
BOLT 
WASHER 


2011 -11- 06. 


СВОКЕ HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XxX AFTER FINISH AS NOTED 


HOLES Тату Ст PN 
MARKED | 03391-015 | 03391-026 
СВТ 8: 8 20.430 Х 0.179 | AELS-1032-225 
C82 4 20.430 X 0.170 | AELS-1032-130 
CB3 6. 20.430 X 0.040 | AELS-1032-130 
CB4 4 AELS-1032-130 
mor E 


“а LEE I4 CI ао ае У ж Uv мои <<“ ~ за PT NR НЕА Лон Е AT о ај Сото ФАЧ OE St AL a ди 
a: v s + A 2 та Lee LI 
E и Б > Е wv , 


Dart Liens Ltd P | | | вы s 


Approval 
Chief Eng / Approval 
` Prod Mar QC inspector | | 


Part No: гы РАВ #: Fault Category: - МСН: Yes Мо ДОА: Date: 
КАСА Resolution: . _ Disposition: | М ОА: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


a - | ; | Corrective Action Section B 

: |. Nan евент tion of NC —— — Verification | Approval | Approval 
го 1 DATE | STEP | " x ptor n Initial Action рев: панаа Signa l seine | насо“ bee inspector 
HN ZEN ns Chief Eng Chief.Eng Date 


NOTE: Date 5 inia all entries 


HMFORMSQuality Assurancelapproved ОА\МСАМ/О Ве . 7 а S E | ! 


| | AWS D17.1.2001 
QUALIFICATION TEST RECORD 


не Додо ДЫ 


Job number: Si 
Part number: А 3 ~ O23 
Description: A 


Welding Process: Tig[-]" Mig[ | | 
Base materiel: 
Current: АС ӘСІ 1 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ аш ] 
Penetration: pass[ A а 1 
; 
aS UNACCEPTABLE 
Cracks: раз, fail[ 1 
Undercut: раз ӨШ ] 
Pin holes: passt fal[ ] 
Overlap (cold lap) pass} /, ТАШ | 
Porosity (surface): pass[ а. 1 
_ Coloration: DeL. fai[ ] 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMS Production'approved. prod Weldiug Coupon. Rev.A 


